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b) cutting the block of polymeric foamed material w th a plurality of hot 
wire cutters, which is preferably computer-operated, in a first direction | enerally perpendicular 
from the side of the block of polymeric foamed material; 

c) cutting, immediately after said cutting step (b), th : block of polymeric 
foamed material with the plurality of hot wire cutters in a second directi on generally 
perpendicular from the first direction until each hot wire cutter forms in the polymeric foamed 
material a first respective cut seared surface terminating in the opposed ;nds of the block of 
polymeric foamed material; 

d) cutting, immediately after said cutting step (c), tb s block of polymeric 
foamed material with the plurality of hot wire cutters in a third directioi generally 
perpendicular from the second direction until each hot wire cutter form: in the polymeric 
foamed material a second respective cut seared surface terminating in t] e opposed ends of the 
block of the polymeric foamed material; 

e) cutting the block of polymeric foamed material v ith the plurality of hot 
wire cutters in a fourth direction until each hot wire cutter forms in the i »olymeric foamed 
material a third respective cut seared surface terminating in the opposer ends of the block of 
polymeric foamed material; 

f) cutting the block of polymeric foamed material \ ith the plurality of hot 
wire cutters in a fifth direction, which may be generally perpendicular t *om the fourth 
direction, until each hot wire cutter forms in the polymeric foamed mat- rrial a fourth respective 
cut seared surface terminating in the opposed ends of the block of polyi aerie foamed material: 
and 

g) cutting the block of polymeric foamed material > dth the plurality of hot 
wire cutters in a sixth direction, which may be generally perpendicular cirom the fifth direction, 
to produce a plurality of polymeric foamed material structures, each of the polymeric foamed 
material structures having a first cut seared surface and a second cut se ired surface for 
contacting a first brace member and a third cut seared surface and a fo* rth cut seared surface 
for contacting a second brace member. 

The immediate foregoing method may additionally coin arise cutting the block 
of polymeric foamed material with the plurality of hot wire cutters between the cutting step (d) 
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and the cutting step (e). Also, the method may additionally comprise cutting the block of 
polymeric foamed material with the plurality of hot wire cutters such th it each of the 
polymeric foamed material structures has a tongue member and a chann il member. The 
cutting step (f) may be before or after the cutting step (e). 

Preferably, the cutting step (g) is after the cutting step (f . The cutting step (c) 
additionally produces an opposed first respective cut seared surface ten linating in the opposed 
ends of the block of polymeric foamed material and opposed to the firsi respective cut seared 
surface to form a first slot in each of the polymeric foamed material stn ctures; and the cutting 
step (d) additionally produces an opposed second respective cut seared surface terminating in 
the opposed ends of the block of polymeric foamed material and oppos< d to the second 
respective cut seared surface to form a second slot in each of the polyro :ric foamed material 
structures, each of the polymeric foamed material structures having the first slot and the second 
slot for receiving a first brace member; and the cutting step (e) addition illy produces an 
opposed third respective cut seared surface terminating in the opposed nds of the block of 
polymeric foamed material and opposed to the third respective cut sear -d surface to form a 
third slot in each of the polymeric foamed material structures; and the i utting step (f) 
additionally producing an opposed fourth respective cut seared surface terminating in the 
opposed ends of the block of polymeric foamed material and opposed 1 > the fourth respective 
cut seared surface to form a fourth slot in each of the polymeric foame* material structures, 
each of the polymeric foamed material structures having the third slot ; nd the fourth slot for 
receiving a second brace member. 

The immediate foregoing method more specifically additionally comprises 
forming a first flange-return slot, a second flange-return slot* a third fl* age-return slot and a 
fourth flange-return slot in each of the polymeric foamed material strut tures. The method 
more specifically further additionally comprises providing a plurality c f first brace members 
wherein each of the first brace members comprises a first web, a first f ' ange secured to the first 
web, a first flange return secured to the first flange, a second flange se< ured to the web, and a 
second flange return secured to said second flange; and additionally comprising providing a 
plurality of second brace members wherein each of the second brace n- embers comprises a 
second web, a third flange secured to the second web, a third flange re i urn secured to the third 
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flange, a fourth flange secured to the second web, a fourth flange return secured to the fourth 
flange. Theplurality of the first brace members and the plurality of the ;econd brace members 
are preferably disposed in the plurality of polymeric foamed material sto actures such that each 
of the polymeric foamed material structures comprises the first web of t: te first brace member 
positioned against the first cut seared surface, the first flange positioned against the second cut 
secured surface, the first flange return positioned in the first flange-retui n slot, the second 
flange return positioned in the second flange-return slot, the second wel of the second brace 
member positioned against the fourth cut seared surface, the third flang- positioned against the 
third cut seared surface, the third flange return positioned in the third fl: nge-return slot, and the 
fourth flange return positioned in the fourth flange-return slot. The bio* k of polymeric foamed 
material may be cut prior to the cutting step (g) or after the cutting step x 'g) and/or prior to 
disposing the plurality of the first brace members and the plurality of tb : second brace 
members in the plurality of polymeric foamed material structures. Eml odiments of the present 
inventions include one or more polymeric foamed material structures, including one or more 
produced in accordance with any of the methods of the embodiments o ' the present invention. 

Further embodiments of the present invention include a aethod for forming a 
structure comprising the steps of: 

a) cutting a first polymeric foamed material with a irst cutter (e.g., a hot 
wire cutter or laser cutter) in a first direction relative to a first side surf; ce of the first 
polymeric foamed material; 

b) cutting with the first cutter the first polymeric fo imed material in a 
second direction relative to the first direction to produce a first-cutter fi rst cut surface 
terminating in opposed ends of the first polymeric foamed material; 

c) cutting with the first cutter the first polymeric fo imed material in a third 
direction relative to the second direction to produce a first-cutter secon I cut surface 
terminating in the opposed ends of the first polymeric foamed material 

d) cutting the first polymeric foamed material with the first cutter to 
produce a first tongue in the first polymeric foamed material; 

e) providing a first brace member having a first we o and at least one first 
flange secured to the first web; 
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f) disposing respectively the first web and the first fl inge of the first brace 
member against the first-cutter first cut surface of step (b) and the first-c ltter second cut 
surface of step (c) to produce a first polymeric foamed material panel ha /ing the first tongue; 

g) cutting a second polymeric foamed material with i second cutter (e.g,, a 
hot wire cutter or a laser cutter) to produce a second channel in the second polymeric foamed 
material; 

h) cutting the second polymeric foamed material wii h the second cutter in a 
first direction relative to a second side surface of the second polymeric i oamed material; 

i) cutting with the second cutter the second polymei ic foamed material in a 
second direction relative to the first direction to produce a second-cuttei first cut surface 
Te rminat ing in opposed ends of the second polymeric foamed material; 

j) cutting with the second cutter the second polymer ic foamed material in a 
third direction relative to the second direction to produce a second-cuttt r second cut surface 
terminating in the opposed ends of the second polymeric foamed mater ill; 

k) providing a second brace member having a secord web and at least one 
second flange secured to the second web; 

1) disposing respectively the second web and the se :ond flange of the 
second brace member against the second-cutter first cut surface of step 1) and the second- 
cutter second cut surface of step (j) to produce a second polymeric foan Led material panel 
having the second channel; and 

. m) sliding the first tongue of the first polymeric foaj ied material panel into 
the second channel of the second polymeric foamed material panel to f« -mi a structure. 

The immediate foregoing method preferably additionall * comprises cutting the 
first polymeric foamed material with the first cutter to produce a first c! lannel in the polymeric 
foamed material and cutting the second polymeric foamed material wit ithe second cutter to 
produce a second tongue in the second polymeric foamed material. Th ; first direction of step 
(a) is preferably generally perpendicular to the first side surface of step (a) 7 and the second 
direction of step (b) is preferably generally perpendicular to the first di ection of step (a). The 
third direction step (c) is preferably generally perpendicular to the secc tid direction of step (b). 
The first direction of step (h) is preferably generally perpendicular to ti ie second side surface of 
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step (h), the second direction of step (i) is preferably generally perpendi« ular to the first 
direction of step (h), and the third direction of step (j) is preferably gene ally perpendicular to 
the second direction of step (i). The method additionally comprises cuti ng respectively the 
first polymeric foamed material with the first cutter in the cutting steps c a) through (d) 
generally simultaneously with cutting respectively the second polymeru foamed material with 
the second cutter in the cutting steps (g) through (j)- The cutting step (b > preferably 
additionally produces an opposed first-cutter first cut surface tenninatin j in the opposed ends 
of the first polymeric foamed material and opposed to the first-cutter fu it cut surface to form a 
first-cutter first slot in the first polymeric foamed material; and the cutti lg step (c) preferably 
additionally producing an opposed first-cutter second cut surface termii ating in the opposed 
ends of the first polymeric foamed material and opposed to the first-cut: er second cut surface 
to form a first-cutter second slot in the first polymeric foamed material -uch that after the 
disposing step (f) the first web and the first flange of the first brace mei iber &re further 
disposed respectively in the first-cutter first slot and in the first-cutter s« cond slot. The cutting 
step (i) preferably additionally produces an opposed second-cutter first :ut surface terminating 
in the opposed ends of the second polymeric foamed material and oppo ;ed to the second-cutter 
first cut surface to form a second-cutter first slot in the second polymer c foamed material. 
The cutting step (j) preferably additionally produces an opposed second -cutter second cut 
surface terminating in the opposed ends of the second polymeric foame i material and opposed 
to the second-cutter second cut surface to form a second-cutter second lot in the second 
polymeric foamed material such that after the disposing step (1) the sec- »nd web and the second 
flange of the second brace member are further disposed respectively in the second-cutter first 
slot and in second-cutter second slot The first brace member and the s jcond brace member 
may respectively comprise any suitable shape, such as a generally C-sl-ape, and a portion of 
the first web of the first brace member may protrude from the first polj meric foamed material 
panel and/or a portion of the second web of the second brace member 1 lay protrude from the 
second polymeric foamed material panel, A structure produced in acci rdance with any of the 
methods of the embodiments of the present invention is an embodimer 1: of the present 
invention. 
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Further alternative embodiments of the present invention also include a method 
for forming a structure comprising the steps of: 

a) providing a first polymeric foamed material struc ure comprising a pair 
of opposed first ends, a first defined side surface, a first tongue, a first h Dtwire-cut seared 
surface having been cut by a hotwire cutter in a first direction relative the first defined side 
surface and terminating in the pair of opposed first ends, a second hotw re-cut seared surface 
having been cut by a hotwire cutter in a second direction from the fir?t j i.otwire-cut seared 
surface and terminating in the pair of opposed first ends, and a third hoi wire-cut seared surface 
having been cut by a hotwire cutter in a third direction from the second hotwire-cut seared 
surface and terminating in the pair of opposed first ends; 

b) providing a first brace member having a first we) • and at least one first 
flange secured to the web; 

c) disposing respectively the first web and the first lange of the first brace 
member against the second hotwire-cut seared surface of step (a) and fie third hotwire-cut 
seared surface of step (a) to produce a first polymeric foamed material nanel having the first 
tongue; 

d) providing a second polymeric foamed material si cucture comprising a 
pair of opposed second ends, a second defined side surface, a second c] annel, a first hotwire- 
cut seared surface having been cut by a hotwire cutter in a first directio i relative to the second 
defined side surface and terminating in the pair of opposed second endr . a second hotwire-cut 
seared surface having been cut by a hotwire cutter in a second directioi from the first hotwire- 
cut seared surface and terminating in the pair of opposed second ends, ind a third hotwire-cut 
seared surface having been cut by a hotwire cutter in a third direction f - om the second hotwire- 
cut seared surface and terminating in the pair of opposed second ends; 

e) providing a second brace member having a secoi id web and at least one 
second flange secured to the web; 

f) disposing respectively the second web and the s» cond flange of the 
second brace member against the second hotwire-cut seared surface of step (d) and the third 
hotwire-cut seared surface of step (d) to produce a second polymeric fi amed material panel 
having the second channel; and 
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g) disposing the first tongue of the first polymeric fc rnied material panel 
into the second channel of the second polymeric foamed material panel io form a structure. An 
embodiment of the present invention includes a structure formed in acct rdance with the 

immediate foregoing method. 

Additional alternate embodiments of the present inventio a further include a 
method for producing a plurality of polymeric foamed material panels c >mprising the steps of: 

a) cutting a polymeric foamed material with a plural ity of cutters in a 
generally perpendicular direction from a defined surface (e.g., a side) o1 the polymeric foamed 
material: 

b) cutting in at least a second direction the polymer : foamed material of 
step (a) with the plurality of cutters until each cutter forms in the polym jric foamed material a 
first respective slot terminating in opposed ends of the polymeric foamt d material; 

c) cutting with the plurality of cutters the polymeric foamed material of 
step (b) in the generally perpendicular direction of step (a) to produce a plurality of polymeric 
foamed material structures having first slots; and 

d) disposing first brace members (e.g., Z-shape or ( -shape brace members) 
in the first slots of the polymeric foamed material structures of step (c) o produce a plurality of 
polymeric foamed material panels with each polymeric foamed materia panel having one of 
the first brace members. 

The immediate foregoing method preferably additionall; comprises cutting lie 
polymeric foamed material with the plurality of cutters until each cuttej forms a second 
respective slot in the polymeric foamed material and the produced plur. -lity of polymeric 
foamed material structures include second slots, and disposing second 1 race members in the 
second slots of the produced polymeric foamed material structures sue] that each polymeric 
foamed material panel includes one of the second brace members. The first and second brace 
member include respectively a web which may protrude from the polyi leric foamed material 
panel. This embodiment of the present invention includes polymeric f< amed material panels 
formed in accordance with the immediate foregoing method. 

Additional alternate embodiments of the present inventi m further provides a 
method for producing a plurality of polymeric foamed material panels -omprising the steps of: 
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a) cutting a polymeric foamed material with a pluiaJ ity of cutters in a 
generally perpendicular direction from a defined surface of the polymer c foamed material; 

b) cutting in at least a second direction the polymeria : foamed material of 
step (a) with the plurality of cutters- until each cutter forms in the polyro *ic foamed material a 
first respective slot terminating in opposed ends of the polymeric foame i material; 

c) cutting with the plurality of cutters the polymeric foamed material of 
step (b) in the generally perpendicular direction of step (a) to produce a plurality of polymeric 
foamed material structures having first slots; and 

d) disposing first brace members in the first slots of the polymeric foamed 
material structures of step (c) to produce a plurality of polymeric foamc i material panels with 
each polymeric foamed material panel having one of the first brace mei ibers. 

In the immediate foregoing method, the first brace meml ers preferably each 
comprise a generally C-shape, and the defined surface is a side of the p> -lymeric foamed 
material. Each of the first brace members also preferably include a wel portion which 
protrudes from the polymeric foamed material panel- The immediate f< regoing method 
preferably additionally comprises cutting the polymeric foamed materi; I with the plurality of 
cutters until each cutter forms a second respective slot in the polymeric foamed material and 
the produced plurality of polymeric foamed material structures include second slots, and 
disposing second brace members in the second slots of the produced pc iymeric foamed 
material structures such that each polymeric foamed material panel incl tides one of the second 
brace members. Embodiments of the invention also include a plurality of polymeric foamed 
material panels produced in accordance with the immediate foregoing 1 lethod. 

Further additional alternative embodiments of the presei t invention provide a 
method for producing a plurality of polymeric foamed material panels • omprising the steps of: 

a) providing a block of polymeric foamed material <n a generally stationary 
position having a defined surface (e.g., a side of the block of the polymeric foamed materials) 
and a pair of opposed ends; 

b) moving from the defined surface a plurality of o itters through the 
generally stationary block of polymeric foamed material of step (a) in : generally 
perpendicular direction of travel; 
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c) interrupting the movement of the plurality of curb rs from the generally 
perpendicular direction of travel through the generally stationary blocks of polymeric foamed 
material to move the cutters in at least one direction of travel which diff. rs from the generally 
perpendicular direction of travel such that each cutter produces a respeo ive brace-receiving 
slot in the polymeric foamed material terminating in the opposed ends; 

.d) continuing the moving step (b) of the plurality of :utters in the generally 
perpendicular direction of travel, while intermittently interrupting the ro jvement of the 
plurality of cutters from generally perpendicular direction of travel to ro we the cutters in at 
least one direction of travel which differs from the generally perpendicular direction of travel 
such that each cutter produces at least one additional respective brace-r. ceiving slot in the 
polymeric foamed material, until the plurality of cutters have moved completely through the 
generally stationary block of polymeric foamed material after which a t lurality of polymeric 
foamed material structures are produced with each polymeric foamed n aterial structure having 
a plurality of brace-receiving slots; and 

e) disposing brace members into the brace-receivin , slots of the polymeric 
foamed material structures of step (d) to produce a plurality of polymei c foamed material 
panels with each polymeric foamed material panel having two of the bi ice members. This 
embodiment of the present invention includes a plurality of polymeric 3 samed material panels 
produced in accordance with the immediate foregoing method. 

Another additional embodiment of the present invention provides a method for 
producing a plurality of polymeric foamed material panels comprising 1 he steps of: 

a) cutting a polymeric foamed material in a first di] ;ction with a plurality 

of cutters generally moving in unison; 

b) cutting subsequently the polymeric foamed matt dal of step (a) in a 
second direction with the plurality of cutters generally moving in unisc a; 

c) cutting, after the cutting step (b), the polymeric oamed material of step 

(b) in the first direction with the plurality of cutters generally moving i i unison; 

d) cutting, after the cutting step (c), the polymeric i oamed material of step 

(c) in a third direction with the plurality of cutters generally moving in unison; 
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e) cutting, after the cutting step (d), the polymeric f< amed material of step 
(d) in the first direction with the plurality of cutters generally moving in unison until the cutters 
have cut through the polymeric foamed material of step (d) to produce a plurality of polymeric 
foamed material structures having brace-receiving configurations; and 

f) sliding brace members into the brace-receiving o ^figurations of the 
polymeric foamed material structures of step (e) to produce a plurality i f polymeric foamed 
material panels with each polymeric foamed material panel having one >f the brace members. 
A plurality of polymeric foamed material panels produced in accordanc ; with the immediate 
foregoing method is also an embodiment of the present invention. 

An embodiment of the present invention also provides a method for producing a 
plurality of polymeric foamed material panels comprising the steps of: 

a) providing a block of polymeric foamed material laving a defined 
surface (e.g.* a side or a side surface or a defined side surface) and a pa r of opposed ends; 

b) moving from the defined surface a plurality of c\ iters through the block 
of polymeric foamed material in a generally perpendicular direction of ravel, while 
interrupting at least one time the moving of the plurality of cutters in th 2 generally 
perpendicular direction of travel to move the cutters through the block *f polymeric foamed 
material in at least one direction of travel which differs firom the genen lly perpendicular 
direction of travel;, such that each cutter produces a respective brace-re* eiving slot in the 
polymeric foamed material terminating in the opposed ends, until the plurality of cutters have 
moved completely through the block of polymeric foamed material to 3 reduce a plurality of 
polymeric foamed material structures with each structure having at lea- 1 one brace-receiving 
slot; and 

c) disposing a brace member into each brace-receh ing slot of the 
polymeric foamed material structures to produce a plurality of polymet ic foamed material 
panels with each of the polymeric foamed material panels having at le; st one brace member. 
The foregoing embodiment of the present invention includes a pluralit of polymeric foamed 
material panels produced in accordance with the immediate foregoing nethod. 

Another embodiment of the present invention also includes a method for 
producing a polymeric foamed material panel comprising the steps of: 
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a) providing a block of polymeric foamed material b iving a defined 
surface and a pair of opposed ends; 

b) cutting the block of polymeric foamed material in a first direction 
. relative to the defined surface; 

c) cutting the block of polymeric foamed material ir» a second direction to 
produce a first slot including a first cut surface terminating in the oppos- *d ends; 

d) cutting the block of polymeric foamed material fi )m the first slot to 
produce a second slot communicating with the first slot and including a second cut surface 
terminating in the opposed ends; and 

e) disposing a brace member against the first cut su face and the second cut 
surface respectively in the first slot and in the second slot to produce a j olymeric foamed 
material panel. The foregoing embodiment of the present invention inc udes a polymeric 
foamed material panel produced in accordance with the immediately foi egoing method. 

Further additional alternative embodiments of the present invention also provide 
a method for producing a plurality of polymeric foamed material struct ires having slot sections 
for receiving stud members comprising the steps of: 

a) cutting a polymeric foamed material with a plura ity of cutters (e.g., 
hotwire cutters and/or laser cutters which may be computer operated) h a generally 
perpendicular direction from a side of the polymeric foamed material; 

b) cutting subsequently in at least a second direction i the polymeric foamed 
material of step (a) with the plurality of cutters until each cutter forms ; first respective slot 
section in the polymeric foamed material, the first respective slot sectic q terminating in 
opposed ends of the polymeric foamed material; and 

c) cutting in the generally perpendicular direction c f step (a) the polymeric 
foamed material with the plurality of cutters to produce a plurality of p )lymeric foamed 
material structures having a plurality of first slot sections, with each polymeric foamed 
material structure having one of the first slot sections. 

In the immediate foregoing method the plurality of cutt« rs preferably move 
generally simultaneously, and the polymeric foamed material of step (; X step (b) and step (c) is 
preferably generally stationary. The at least one second direction may comprise a second 
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direction generally perpendicular to the generally perpendicular directio, of step (a). The 
immediate foregoing method preferably additionally comprises cutting v ith the plurality of 
cutters, before the cutting step (c) and after the cutting step (b), the polyi aerie foamed material 
in the generally perpendicular direction of step (a) until each cutter form i a second respective 
slot section in the polymeric foamed material, the second respective aloi section 
communicating with the first perspective slot section and tenninating in opposed ends of the 
polymeric foamed material; and the cutting step (c) subsequently produ< es a plurality of 
polymeric foamed material structures having a plurality of first slot sect ons and a plurality of 
second slot sections, with each polymeric foamed material structure ha\ ing one of the first slot 
sections and one of the second slot sections. The immediate foregoing ) uethod preferably 
alternatively additionally comprises cutting with the plurality of cutters, before the cutting step 
(c) and after the cutting step (b), the polymeric foamed material in the g ;nerally perpendicular 
direction of step (a) and subsequently in a fourth direction until each cu ter forms a second 
respective slot section and a third respective slot section in the polymer c foamed material, the 
second respective slot section communicating with the first respective j- ot section and 
terminating in opposed ends of the polymeric foamed material and the Hiird respective slot 
section communicating with the second respective slot section and tern, inating in opposed ends 
of the polymeric foamed material; and the cutting step (c) subsequently produces a plurality of 
polymeric foamed material structures having a plurality of first slot sec ions, a plurality of 
second slot sections, and a plurality of third slot sections, with each poJ /meric foamed material 
structure having one of the first slot sections, one of the second slot sec ions, and one of the 
third slot sections. The immediate foregoing method also preferably additionally comprises 
providing a plurality of stud members, and disposing the plurality of sf id members in the first 
slot sections of the polymeric foamed material structures to produce a ] lurality of polymeric 
foamed material panels, with each polymeric foamed material panel ha /ing one of the stud 
members. The immediate foregoing method also preferably alternativi ly additionally 
comprises providing a plurality of stud members, and disposing the ph rality of stud members 
in the first slot sections and in the second slot sections and in the third .lot sections of the 
polymeric foamed material sTructures to produce a plurality of polymer ic foamed material 
panels, with each of the polymeric foamed material panels having one jf the stud members 



/2S/00 13:53 FAX 415 576 0300 



TTC SF 



©014 



Kenneth P. Lanahan, Thomas G. Durham, PATENT 
Stephen C. Foreman 
ApplicationNo.: 09/433,543 
Page 14 

respectively occupying the first slot section, the second slot section and >he third slot section 
associated with the each of the polymeric foamed material panels. A ph rality of polymeric 
foamed material structure produced in accordance with the immediate ft regoing method is also 
an embodiment of the present invention. 

An alternative embodiment of the present invention prov des a method for 
producing a plurality of polymeric foamed material structures having si' ts for receiving stud 
members comprising the steps of: 

a) cutting a polymeric foamed material with a plural ity of cutters (e.g., hot 
wire cutters, and/or laser cutters, which may be computer operated) in a generally 
perpendicular direction from a side surface of the polymeric foamed m&cerial; 

b) cutting subsequently in at least a second directioi the polymeric foamed 
material of step (a) with the plurality of cutters until each cutter forms a first respective slot in 
the polymeric foamed material, the first respective slot terminating in opposed ends of the 
polymeric foamed material; 

c) cutting in the generally perpendicular direction o " step (a) the polymeric 
foamed material with the plurality of cutters to produce a plurality of p« lymeric foamed 
material structures having a plurality of first slots, with each polymeric Foamed material 
structure having one of the first slots. 

The immediate foregoing method may additional compr se cutting, prior to the 
cutting step (c) and after the cutting step (b), the polymeric foamed mai 3rial with the plurality 
of cutters until each cutter forms a second respective slot in the polyme ic foamed material, the 
second respective slot terminating in opposed ends of the polymeric fo. >med material; and the 
cutting step (c) subsequently producing a plurality of polymeric foame» t material structures 
having a plurality of first slots and a plurality of second slots, with eac) polymeric foamed 
material structure having one of the first slots and one of the second sit ts. The polymeric 
foamed material may be generally stationary and the plurality of cutter may generally move 
simultaneously. The immediate foregoing method may additionally cccnprise providing a 
plurality of stud members wherein each of the stud members comprise a web and a flange 
integrally bound to the web; and disposing the plurality of stud membe cs in the first slots and 
in the second slots of the polymeric foamed material structures to prod ice a plurality of 
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polymeric foamed material panels, with each of the polymeric foamed n aterial panels having 
the web and the flange of one of the stud members respectively occupyii ig the first slot and the 
second slot associated with the each of the polymeric foamed material p mels. Embodiments 
of the invention also include a plurality of polymeric foamed material st uctures produced in 
accordance with the immediate foregoing method. 

A further alternative embodiment of the present inventio] l provides a method for 
producing a plurality of polymeric foamed material structures having br ice-receiving slots 
comprising the steps of: 

a) providing a generally stationary block of polymej ic foamed material 
having a side surface and a pair of opposed ends; 

b) moving generally simultaneously from the side s* irface a plurality of 
cutters (e.g., hot wire cutters or laser cutters which may be computer op jrated) through the 
block of polymeric foamed material in a generally perpendicular direct] >n of travel, while 
interrupting at least one time the moving of the plurality of cutters in tb • generally 
perpendicular direction of travel to move the cutters through the block * f polymeric foamed 
material in at least one direction of travel comprising a direction which differs from the 
generally perpendicular direction of travel, such that each cutter produc ;$ a respective brace- 
receiving slot in the polymeric foamed material terminating in the oppo ;ed end, until the 
plurality of cutters have moved completely through the generally statio< iary block of polymeric 
foamed material to produce a plurality of polymeric foamed material st. uctures having a 
plurality of brace-receiving slots, with each polymeric foamed material structure having at 
least one of the brace-receiving slots. 

The immediate foregoing method additionally comprise . providing a plurality 
of brace members; and disposing the plurality of brace members in the plurality of brace- 
receiving slots of the polymeric foamed material structures to produce i plurality of polymeric 
foamed material panels, with each polymeric foamed material panel ha /ing at least one of the 
brace members. The at least one direction of travel may comprise a fir ;t direction of travel, a 
second direction of travel immediately following the first direction of 1 avel and being 
generally parallel to the generally perpendicular direction of travel, an< a third direction of 
travel immediately following the second direction of travel. The first cirection of travel may 



